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1. Eicaywyn

Baoikdég oTOX0G QUTAG TNG DITTAWMATIKAG €ival n TTapouciacn Tou Ouyxpovou TpOoTTou
oxedlaopoU Kal ekTéAeang kaTepyaoiwy yia CNC @paileg Tpiwv afdévwyv e T Bondeia Tou
Tpoypdpuatog CAD/CAM Pro/Engineer. MapdAAnAa pe Tnv TTapoucioon auth TTapatiBevral
Kal XPAOIMEG TTANPOQYOPIEG YIA TTPOYPAUMATA, TO OTToia TTaifouv OnUAvTiKO poAo oOTO
oXedIaoud autdv, OTTWG TO TIPOYPAMPO TTPOCOMOiwoNG Kartepyaoiwv Vericut kar TO
TTPOYpappa TeAIKAG eTTegepyaciag Pro/NC-GPost.

ApxIK@ yivetal pia  Trapouciacn Twv  gpyalsiopnxavwy  CNC, Ttou Kwdika Twv
EPYOAAEIOUNXAVWY KAl Tou TPOTTOU dnuioupyiag Tou evw TTapouciafovTal Kal TTANpogopieg
TTOU OXETICOVTAI PE TA KOTITIKA EPYAAEia.

2Tn ouvéxela TTapouaciddetal o TPOTTOG oXedlaohoU Katepyaoiwv oto Pro/Manufacture yia
epaiec TpILV afdvwv. TMapdAAnAa, TTapatiBevial Kal ONUAVTIKEG TTANPOPOPIES yIa TIG
TEXVOAOYIKEG TTAPAPETPOUG TTOU TTAICOUV TO CNPAVTIKOTEPO POAO O¢ KABE KaTepyaaia.

TéNog, TTapouaiadovtal TECOoEPA DIOPOPETIKA TTAPAdEIYUATA TEMAXIWY, XPNOIMOTTOIWVTAG TIG
KATEPYAOieG TTOU KpiBnkav onuavtikotepeg. EKTOG TNG TTPOCOMOiwoNnNg TNG KOTTAG Twv
TEPAXiwv TTPAYHATOTTOINBNKE Kal N PEAAICTIKA KATEPYATia TOUG, YIA VO QVTIUETWTTIOTEI TEAIKA
oAokAnpwpévn n dladikaoia KaTepyacoiag ue autdépaTo TPOTTO atod éva ouoTnpa Cad/Cam.



2.  ApiBunTIkOg £Aeyxog Kal epyaAgiopnxavég CNC
21 ApiIBunTIkOg £AeyX0G EpyOaAEIOPNXAVWV

ApIBUNTIKOG €AEYXOG EPYOAEIOUNXAVWV Eival O TUTTOG EAEYXOU TTOU XPNOIKOTTOIET apIBUNTIKEG
TIMEG YIO TNV ava@opd oTn B€on kal Tnv Kivnon Twv afévwv Tng pnxavng, yia Tov opicuo
EPYOAciwy, OTPoQWV aTpdkTou K.ATT.. H évvola «dgovag pnxavhig» avagépetal o€ éva
KIvNuatikd dagova TTou avTioTolxei ouvABwG o€ YPAPUIKR Kivnon, OTTwWG n TTpoworn Tou
Tpate(iou HIag @paicag, | o€ TTEPICTPOPIKA Kivnaon, OTTwG N TTEPICTPOPH Tou dIaIpETn TNG
gpaifag. Mia oeipd TETOIWV QPIOUNTIKWY TIWY OTTOTEAEI OUCIOOTIKA TO TIPOYPAMUA
ap1BunTikou eAéyxou. Ta onuepiva cuoTtipata eAéyxou CNC (Computer Numerical Control)
XPNOIYOTTOIOUV ETTITTPOCOETA aPIOUNTIKES TIUEG KAl VIO AEITOUPYIEG OTTWG O PETACXNMATIONOG
OUOTNPATWY CuvTeETayuévwy, n dlaxeipion Mivakwy dedopévwy, n avtioTaduion diapéTpou
Kal MAKOUG epyaAciou K.ATT.. AuUTEG, KOBWG Kal emITTPOOOETEG ALITOUPYIES YPOAPIKWY,
ETMIKOIVWVIOG pe dAoug HYY kal TTepipepelakd ,avTidiaoTEAAOUV TOV atTAd apiBunTikd £Aeyxo
(NC) pe autdov mou Baciletar o€ nAektpovikd uttohoyioti (CNC). ZAuepa TTAéov Ogv
ugioTatal NC pe Tnv apxikni Tou évvola, aAAd attAd CNC kal autd evvoeital TTAéov pe Tov 6po
«OPIBUNTIKOG EAEYXOGY.

¢ avTtiBeon pe TOV TTAAAIOTEPO WNXOVIKO, TTVEUMOTIKO 1 USPAUAIKO €AEyXO MNXOVWV Kal
OUOKEUWYV, OTTOU O QvaTTpoypauHaTionds ATav eEaIpeTIKE XpovoBopog dIGTI yIvoTav e
METATOTTION OPIAKWYV OIOKOTITWY, BUCHATWY KOAWDSIWV K.ATT., GAAA KOl JE TIC TIPWTEG HOVADES
apiBunTikoUu eAéyxou OTTOU n KUpPIa AsiToupyia ATAv n PETATPOTTH QPIOUNTIKWY TIHWV OE
NAeKTpIK& onuarta, o1 onuepivég povadeg CNC  ekTeAoUv OXETIKA peYAANG ékTaong
emegepyaoia Twv dedopévwy, KATI TTOU Toug TIPOOBETEl  AciToupyikdéTNTa aAAG  Kal
TTOAUTTAOKOTNTA.

Ta KUpla oToIXEIa EpYAAEIONNXAVAS apIBUNTIKOU eAEyXOU gival Ta €EAG :

o O1 &Eoveg TNG epPYAAEIOPNXAVAG - CUVOUOCHOG YPAUMIKWY KAl TTEPICTPOPIKWY, OTTOU
KGBe Aafovag voeiTal Kal PE TNV KIVNMOTIKA Tou €vvoia, aAA& kal cgav oUoTnua
METAdOONG Kivnong, OTTWG €TTIONG KAl PETPNONG TWV CTOIXEIWV AUTAS TNG Kivnong
(6€on, TaxuTnTa, ETITAXUVON).

e To nAekTpOVIKO oUCTNPA gAEyxou TO oTToio TTepIAapBAvel cuvhBwg éva apIBud PIKpo-
emegepyaoTwy, RAM, ROM kal 0AOKANPWHEVWY KUKAWHATWY yia TNV €TTECEPYATIa Kal
dlaxeipion Tou TTPOYPAMUATOG KABWG Kal NAEKTPOVIKA 10XUOG yIa TOV €AEYXO TwV
agovwv.

e To Aoyiopikd - Aeitoupyikd oUoTAPA TO OTTOIO TTEPIAAUPBAVEI TTAPAPETPOUG PUNXAVHG,
TTEPIBAAAOV TTPOYPANUMATIONOU, CTABEPEG POUTIVEG ETTINEPOUC KATEPYATIWY, POUTIVEG
OIEUKOAUVONG TOU TIPOYPOUMATIONOU TnG MOVAdAG eAEéyxou, oUoTnua evoeigewy
TPEXOUCAG KATAOTAONG, dIAYyVWOTIKA BAABWY KATT.

e AlGQopa TIEPIPEPEIOKA YIO TNV €l0AYWYr TOU TIPOYPAUUATOG OTn Pnxavh, Tnv
EKTUTTWON Opxeiwv Kal evoexOPeva Tnv TTapakoAouBnon Tng Aeitoupyiag Tng
EPYAAEIOPNXAVHG.

To ZxApa 2.1 Tapoucidlel diaypauPaTIKA Ta TTAPATTAVW OTOIXEId.
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ZxNua 2.1: Kipia oToixeia cuoTAUATOG EPYAAEIOUNXAVIG APIBUNTIKOU EAEyXOU.

2.2 edio xpnoipotroinong epyaAsiopnxavwyv NC, CNC

2AUEPQA, OAEC O CUPPBATIKEG Kal PN CUUPATIKEC UNXAVOUPYIKEG KATEPYATiEG uTToaTnpPifovTal
amdé ynoelakd kaBodnyoupeveg epyaleiopnxavég NC kai CNC. To yeyovdg autd €xel wg
ATTOTEAEOHA, TTOAAEG HEYANEG E€TAIPEIEG OE QPKETEG XWPEG TOU KOOWOU peE TTapddoon oTn
pnxavoupyik TexvoAloyia, oOmwg cival or HIMA, n leppavia kal n lamwvia, va pnv
KATOOKEUAZOUV TTIa OUUBATIKEG epyaAciopnyxavég, ndn amo Tnv apxn Tng dekaetiag Tou ‘90.
Mia omd TIC PBacikéG autieg yia Tnv €CEAIEN auTh, eival n aduvagia Twv CUPBATIKWV
EPYOAEIOUNXAVWYV VO TTPAYHATOTTOIOUV TTOAUTTAOKEG KATEPYQTIEC E MEYANEG TAXUTNTEG.

Evw 6Aeg o1 unXavoupyikéG KATEPYOQOIES, OTTAEG 1) oUVOETEG, UTTOPEI va yivouv aTTd ynelakd
KaBodnyoupeveg epyalelouynxavég, Oev  oupPaivel To iBI0 Kol e  TIC OUMPBATIKEG
epYOaAglounXavéG. AUTO UTTOPET va QaVED PE T TTOPAKATW OTTAA TTAPAdEiyUaTA :

e Eival yvwotd 611 01 TaXUTNTEG KOTING CUVEXWGS audvouv. e auTd Ponbolv 1600 N
QVATITUEN QVOEKTIKOTEPWY KOTITIKWV €pYaAciwv, 600 Kal n €&EMEn Twv idlwv Twv
epyaAeiopnyxavwy. ‘ETol, o1 GAAoTE €EWTIKES TaxUTNTEG KOTTAG Twv 500 m/min BswpolvTal
ma oupBaTikég. Kot og uywnAég Taxutnteg (High Speed Cutting, HSC) onuaivel onuepa
Taxutnteg amd 1500 éwg 2000 m/min. AkOua Kal O TTIO €UTTEIPOG PNXOVOUPYOG dev
MTTOPEl va KaBodnyroel Xeipokivnta epyaAclounxavég, o€ TaxuTNTeG PEYAAUTEPEG aTTO
150 m/min. MdAioTa, o€ TaxUTNTEG PHEYOAUTEPES aTTd 500 Mm/min givalr SUCKOAO akéua Kai
Va TTAPaKOAOUBOEl KAVEIG TNV Kivon TOU KOTITIKOU £pyaAgiou.

e O1 onuepivég pnxavikég dlatdéelg eival oluvOeTeg Kal atroteAolvTal atrd TePdxIa Me
TTOAUTTAOKN yewpeTpia. TMOAAEG @opéc pAAIoTa TTEPIEXOUV WETOAAIKG €EQpTAMOTA HE
avayAu@eg €TTIQAVEIEG, TTOU €ival BUOKOAN aKOPA Kal N PaBnuartikry Toug TTepiypan).
Ouwg, akdPa Kal n KATaoKeun evog a@aipikol TUAMATOG O€ GUMPBATIKO TOPVO OTTaITEN
OUVOUOOMEVEG KIVAOEIG Kal OTIG OUO KATEUBUVOEIC KATEPYOOIAG, €V N YEWMETPIKN
TTOIOTNTA €ival cuvABWG ATTd KAKN €w¢ YETPIO. 2T CUUPATIKR @Paifa N KATAOKEUR YIOG
oQaIpIKAG dlauodpewaong eival akatopbwTn. TETolEg emQAvelEG €ival adlvaTto va
KATOOKEUAOTOUV XwpEig TN XPAoN wnolokd KaBodnyoUuevwy €pYOAEIOPNNXAVWY. 2TO
TapeABOV  Kataokeudloviav HOvo pe  xUTEuon, a@oUu TIpWTa EUTTEIPOI  TEXVITEG
Kataokeualav OTo XEPI T KAAOUTTIA, PE TTOAU HeEYAAO, OPwWG, KOTTO Kal Xpdévo. H
KATOOKEUN TETOIWV KAAOUTTIWV gival OrPEPa aTTAr Kal @Bnvr] utréBeon pe xprion evog
CNC kévtpou katepyaaoiog (Yn@iakd kaBodnyouuevn @paida hge duvardtnTa autouaTng
aAAayng epyaAciou).




e  OMloéva kal TTePIoOOTEPO N SOMN TNG YPAWMAS TTAPAYWYNAS EVIACCETAI OTNV TTAPAYWYH
TWV gpyooTaciwv, oTo eEwTePIKO aAAG kai oTnv EAAGSa. O1 ypapuég Trapaywyng
QTTAITOUV PEYAAEG KAl CUVEXOMEVEG TTAPTIOEG TTAVOUOIOTUTTWY €EAPTNUATWY, PE WEYAAN
Ol00TATIKI OKPIBEIa KAl HIKPO TTOO0O0TO EAATTWHATIKWY TEPaXiwyv. H KaTaokeur], AoITTov,
TETOIWV TEPAXIWV ATTAITEl YPHYOPES KATEPYATIEG, YE PEYAAN eTavaAnyiuotnTa (dnAadn
MTTOpOUV va emmavaAn@Bouv akpifwg ol idlEg KaTepyaoieg, 00EC QOPEG KI av gival
€MOUPNTO) KAl UYNAN OKpPiBEIa KOTAOKEUAG.

2.3 H epyaAeiopnxavn Haas Mini Mill HE

2xAMa 2.2: H epyaAeiopynxavr) Haas Mini Mill HE.

To kévipo karepyaoiag Mini Mill Tng Haas, cival éva kévipo karepyaciag KaBétou TUTTOU e
duvatdéTtnTa Kivnong oe 1peig agoveg XYZ. O eheykmg eivar HAAS controller cupBardg pe
FANUC, 32 bit &1ImTA6g, evwd Trapéxetar n duvatdtnTa YPAPIKAG TTPOCOMOIWONG O€
evowpatwuévn 08ovn 1 oe eEwtepikd H.Y. O xWwpog Katepyaoiag TnG MNxavng eivai
TIEPIKAEIOTOG KAl UTTAPXEl AVTAIO WUKTIKOU uypoU Me auTtopatn Asitoupyia. Ta TEXVIKA
XOAPAKTNPIOTIKA TNG EPYAAEIONNXAVIG QUTAG GaivovTal TTAPAKATW:

Aladpopég afdovwv
e 2710V G¢ova X 406 mm
e XTOV GEova Y 305 mm
e 2710V G&0va Z 254 mm



AlaoTtdosig Tpdmredag

e Mnkog 914 mm
MAdTog 305 mm
MéyioTo Bdpog otnv Tpdtrela 227 kg
MAGTOG auAakwoewv (TutTou T) 15.875 mm
AtréoTaon auAakwoewy (TutTou T) 110 mm
Ap1Bu6¢ auhakwaoewv (Tutrou T) 3

ATpaKTOG

Taper Size #40 Taper

MéyioTteg oTpo@éc 6000 rpm
Méyiotn Pot) 45 Nm @ 1200 rpm
loxug kivnTApa artpdkTou 5.59 kw
lox0g KIvNTAPWY agovwy 2.24 kw
Woén Memeopévog aépag

Mpowosig
o Tayeieg Tpowoelg 15.2 m/min
e Méyiotn TTpdwaon KOTTAG 12.7 m/min

MUAog KotrTikwv
e  XwpntikétNTa 10
e MéyioTo Bdapog koTrTIkoU 5.4 kg
o Xpdvog aAAayng KoTrTikoU 3.6 sec

Akpipela
e TomoBétnong (£) 0.0051 mm
o EmavaAnyiuétnra () 0.0025 mm

Fevika
e Avolyuya TopTag 610 mm
e Bdpog 1542 kg
o Amaitioeig o€ aépa 113 Ipm @ 6.9 bar
o Amaitioelg o€ peupa 9 kVA; 208-240 VAC @ 30A 3-phase



3. Pro/Manufacture

To Pro/Manufacture civar éva umroocuoTnua Tou Pro/Engineer 1o oOTI0i0 €mMITPETTEI TN
onuIoupyia Kal TNV EKTEAECT TTPOYPANKATWY YIa PNXAVES apiBunTiKoU eAéyxou, Trn dnuioupyia
TIPOYPAPUATWY YIO ThV ETTIBEWPENON KOYPATIWV KABWGS Kal AAAEG AEITOupyieg TTou OXETiCovTal
Kal ue GAAa uttoouoTruaTta Tou Pro/Engineer.

2TNV TTAPOKATW €IKOVA @aivovTal Ta BANATA KOTAOKEUAG TEPAXiWV.

2XeOIOUOG TEAIKOU TEHAXiOU
oT1o Pro/Engineer

2Xe0IA0POG AKATEPYAOTOU
TEMAXioU

Opiop6g véag unxavig
apIBuNTIKOU gAEyxOU

Anpioupyia AioTag
KOTTTIKWYV EPYAAEiWV

Oplopog vEag Aeiroupyiag

OpIop66 akoAouBiwy
QaPIBUNTIKOU EAEYXOU

Post Processor

Anpioupyia TEAIKOU KWOIKa

2xAMa 3.1: Bjpata KaTaoKeUAG TEPaXiwy.

To ox£010 TOU KOUMATIOU Padi Ye TO apxIKO TeRaxIo Sivouv TO JOVTEAO KaTEPyaoiag TTou gival
Mia avatmapdoTacn ToUu TTwG €ival TO AVTIKEIMEVO TIPIV KAl PJETA TNV KATEPYOOIa. X& AUTH Tn
ouvapuoAdynaon €dv TTPOOTEBEI N YEWUETPIO TWV KOTITIKWY KABWGS Kal 0 XWPOG £pyaciag Tng
MNXAVAG TTPOKUTITEI TO TTEPIBAAAOV KATEPyATiag. 2Tn ouvéxela opifeTal pia Asitoupyia, n
oTroia gival pia ogipd atrd akoAouBieg apIiBUNTIKOU €AEyXOU TTOU TTPAYUATOTTOIOUVTAl HECO OE
€va OUYKEKPIMEVO XWPO epyaciag €xoviag uttOylv  éva  OUYKEKPIUEVO oUCThUA
ouvTeTayuévwy. KdaBe akoAouBia apiBuntikoU eAéyyxou, TTou opietal og pia Asitoupyia
TTepINAPPBAVE KATTOIO OTOIXEIA TNG YEWMETPIOG TOU QVTIKEIMEVOU KAl KATTOIEG TTAPANETPOUG, Ol
oTT0iEC Opifouv TOV TPOTTO KivnoNngG TOU KOTTTIKOU Kal TV TaxUTNTA TOU.

A@pouU opioTei yia akoAouBia apiBuNTIKOU €AEyXOU WTTOPEI VO EKTEAECTEI MIA TTPOCOMNOIWGN
Kot pe 1O Vericut. Edv n mpooopoiwon €xel Ta €mOuuntd atroteAéopaTa PTTOPEi va
agaipedei 0 KATEPYATHEVOG OYKOG Kal va oploBei n eropevn akoAouBia. H TeAIkn eTegepyaaia
Twv Oedopévwy eivalr pia diadikaoia katd Tn OIdpKeia TnNG OTroiag 1o apxeio Béong Tou
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KOTITIKOU PETATPETTETAI O€ APXEIO PE KWAIKA KATAVONTO OTNV Pnxavr), Je Baon Tig pubuioeig
TTOU €XOUV Yivel OTO ypa@Ikd TTEPIBAAAOV Tou TeAIKOU eTTe€epyaaTr]. EAv 10 amoTéAeoua Tng
TEANKAG eTTeCepyaoiag dev Taipiddel amoAuTa pe autd TTou aTTaITel N pnxavy TOTE €ival
ATTOPAITNTO VA Yivel ETTAVATTPOOBIOPICPOS TWV pUBUIcEWY Tou TEAIKOU €TTECEPYAOTr|. EQv TO
atroTéAeapa TaIPIAlel, HETAPEPETAI OTN UNXavh he USB. ATTo Tnv OTIYUr TTOU €XEl ATTOCTAAET
TO TTPOYPOAUMA OTNV PNXAVI apiBunTIKOU AEyxXOou, UTTOPEI va TTpayuaToTToindei n KaTtepyaaia
TOU KOMMQTIOU.

To Pro/Manufacture yia @paila diaBétel 14 diapopeTikd €idn akoAouBiwv o1 0TToieg ival:

H akoAouBia Volume ava@épetal o€ KATepyaoia evOg CUYKEKPIPEVOU OYKOU avoIxXToU
1] KAEIOTOU 0 oTT0i0g agaipeiTal he SIadoXIKA TTApAAANAa TTepdopaTa 2.5 agdvwy.

H akoAouBia Local Mill katepyddetal KATTOI0O OYKO, O OTTOI0G €XEl ATTOMEIVEI ATTO HIa
TIpoNyouuévn Katepyacoia. H karepyacoia auTr yivetal ouviBwe e KOTITIKO HIKPOTEPNS
OlauETPOU.

H akoAouBia Surface Mill xpnoiyoTroigital yia TNV KATEPYATIa KATTOIOG ETTIPAVEIAG UE
2.5-5 &Eoveg.

H akoAouBia Face ava@épetal oTnv Karepyaaia Tng Avw EMQAVEIAS TOU AVTIKEIMEVOU
pe diadoyIka Trepdoparta 2.5 agdvwv.

H akohouBia Profile avagépetal otnv katepyaoia evodg pépoug 1 oAGKANPNG NG
TTEPIPEPEIAC EVOG AVTIKEIYEVOU HE DIadOXIKA TTEpACTaTa 2.5-5 advwv.

H akoAoubBia Pocketing cival pia akoAouBia TTou €xel WG OKOTIO TNV ATTOTTEPATWON
MIag KOIANOTNTOG KATEPYACZOVTAG TTPWTA TO TTPOPIA TNG KOIAGTNTAG KAl OTNV CUVEXEIQ
TNV KATW ETTIQAVEIA TNG.

H axkoAouBia Trajectory £xel wg OKOTTO TNV KATEPYAOia TOU OYKOU TOU QVTIKEINEVOU
TToU BpiokeTal TTAvVW O€ YIa TPOXIA.

H akoAouBia Holemaking £xel wg oKoTro TNV dnuIoupyia Kal KAatepyaoia oTTwy Tavw
O€ KATTOIa ATTo TIG ETTIQPAVEIEG TOU AVTIKEIPNEVOU.

H oakoAouBia Thread £xel w¢g okommd Tnv dnuioupyia oOTTeipwudTwy 1600 Of€
EOWTEPIKEG OO0 Kal 0€ EEWTEPIKEG KUAIVOPIKES ETTIQAVEIEG.

H akoAouBia Engraving €xe1 wg okoTrd TNV Xa&pagn.

H akoAouBia Plunge é£xel dnuioupynBei yia Tnv ekxovopion KOIAOTATWY pey&Aou
BdaBoug pe diadoxikd BubiouaTa Tou KOTITIKOU JECA OTO OYKO TOU KOPJATIOU.

O1 akoAouBieg Roughing, Re-Roughing kai Finishing avagépovTal otnv ekxovopion
 aTTOTTEPATWON CUYKEKPIYEVWY TTEPIOXWY TOU QVTIKEIMEVOU ME KOTEPyQTia uwnAwv
TAXUTATWV.

Ao TIg TTapatravw akoAouBieg ol Local Mill, Pocketing, Thread, Engraving, Plunge kai
Re-Roughing &ev  Tmrepiypd@ovTal eKTEVWG a@ou &g  XpnoldotrololvTal ouxvd o€
KaTePyaoieg A TTopoUv va avTIKATAaoTaBouUV e KATToIEG aTTO TIG UTTOAOITTEG.
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3.1

AkoAouBia karepyaciag 6ykou (Volume Sequence)

H akolouBia katepyaciag éykou (oxnpa 3.2) utropei va agaipéoel UNIKO péoa oe éva
OUYKEKPIPEVO OYKO KOBovTag TTapAdAAnAa oTnv em@AveIa TIOTPOQNG. H KaTepyaoia PTropei
VO TTpaypaToTroiNdei pe ekxovopion f amotmrepdtwon Tou Oykou, /| ouvduaousd Twv dUo.
Ymrdapyouv U0 TPOTTOI YIa TV APAipeECn TOU OYKOU: 0 OXEDIAONOG evog TTapabupou Yéoa aTo
oTT0i0 B0 Yivel n Katepyaaoia Kal n TTIAOYH Tou. 21NV deUTEPN TTEPITITWON 01 EVOAAAKTIKEG €ival
n oxediaon Tou Oykou A n €TTIAOYI TOU HECW ETTIPAVEIWV.

2xNua 3.2: Mapddeyua karepyaoiag Oykou.

O1 onuavTIKOTEPES TTAPAETPOI OTNV KATEPYATia OyKou €ival ol €EAG:

Rough option: EAéyxel av dnuioupyeital Katepyaoia ekxOvOpIonG 1 ATTOTTEPATWONG N
ouvdUaopoU TOUG.

Scan type: EAfyxel Tov TPOTTO TTOU KIVEITAI TO KOTTTIKO TTAVW GTNV ETTIPAVEIQ.

Cut angle: H ywvia ko1 ig o€ oxéon Pe To cUOTNUA CUVTETAYHEVWY TNG akoAouBiag.
Step over: H améoTtaon avaueoa ota TEpdopaTa.

Number of passes: O apIBuUog TwWV TTEPACTHATWY TTAVW OTNV ETTIPAVEIQA.

Tool overlap: H £mKAAUWnN TNG TTOPEIAG TOU KOTITIKOU KATA TNV Kivnor) TOu.

Step over adjust: PUBuion 1ng Trapauétpou step over yia TTAAPN KAAuwn NG
ETTIPAVEIAG KATEPYATIAG.

Step depth: To 1Téx0g TOU UANIKOU TTOU KATEPYACZETAI KABE QOPd TO KOTITIKO £pYAAEio.
Wall scallop hgt: EA¢yxel 10 BaB0G KOTIAG yia TEpdyia uTrd ywvia.

Min step depth: Aicukpividel To eAGxI0TO ETITPETTTO BABOG KOTTAG.

Rough stock allow: EAéyxel 10 TAX0G Tou akaTépyaoTou UAIKOU yia Ta TTEpAo AT
EKXOVOPIONG.

Prof stock allow: EAéyxel TO TTAXOG TOU QAKOTEPYOOTOU UAIKOU yia T TTEPACUATA
ATTOTTEPATWONG.

Bottom stock allow: To mdxog Tou UAIKOU TTOU MEVEI AKOTEPYQAOTO, WOTE VA
KATEPYOQOTEI 0€ ETTOUEVO OTADIO.

Cut feed: MNMpdwon KoTTAG.

Spindle speed: TaxuTnTa TEPIOCTPOPNAG TNG ATPAKTOU.
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3.2

AkoAouBia karepyaciag TrpoowTtrou (Face Sequence)

H akoAouBia kartepyaociag trpoowTtou (oxAua 3.3) ptmopei va agaipéoel UNIKG atmd pia
eM@AveIa TTAPAAANAN OoTNV Avw emmiQaveia Tou Tepaxiou (etiredo XY). To KOTITIKO £pyaAcio
ekTeAei dladoxika TrepdcpaTta avdAoya pe TO PABog KoTAG. OTT0I0dNATIOTE €0WTEPIKO
Trepiypappa TapaleitteTal. H Aoy Tou dykou TTpOG KaTepyaoia yiveTtal €ite emAéyovTag
Mia emi@dvela Tou povTéNlou, eite kataokeudlovrag Tov Oyko pe Kkdtolo feature Tou
Pro/Engineer.

ZxNua 3.3: Mapddeyua Kartepyaoiag TPOCwWITTouU.

O1 ONPOVTIKOTEPEG TTOPAUETPOI OTNV KATEPYATIa TTPOCWTTOU €ival O1 £ENG:

One pass offset: Opietal n amOkAION TOU KEVTPOU TOU KOTITIKOU aTTd T MEON TOU
dokIpiou, yia éva TTEpacya.

Initial edge offset: Opiletal n ammdkAion Tou KEVTPOU TOU KOTITIKOU ATTO TNV AKUA
apxnes.

Final edge offset: Opiletal n ammOKAION TOU KEVTPOU TOU KOTITIKOU QTTO TNV AKUNA
TEAOUG.

Approach distance: EAéyxel Tnv emmAéov amdoTaon TOU KOTITIKOU OTTO TNV apxn
TOU TEUAXiOU OTO TTPWTO TTEPATHA.

Exit distance: EAéyxel Tnv emtTAéov amdoTACON TOU KOTITIKOU OTTO TNV dApXf TOu
TePayiou oTo TeAeuTaio TTEPACHQ.

Start over travel: EAyxel TNV aTTOUAKPUVOT TOU KOTTTIKOU OTTO TO TEMAXIO OTNV APXN
KAB¢e TTEPACUATOG.

End over travel: EAéyxel TNV ATTOPAKPUVOT TOU KOTITIKOU OTTd TO TEPAXIO OTO TEAOG
KABe TTEPACUATOG.

Trim to work piece: EAéyxel av n TTopeia TOU KOTITIKOU TTEPIOPICETAI OTO TTPOG
KATEPYOOia KOUUATI.

Clear Dist: OpiCetal n améoTacn amd z=0, oTnv oTroia odnyeiTal To KOTITIKO PETA TO
TENOG TNG KATEPYOTIOG.

KaBwg kai o1 Cut feed, Spindle speed, Scan type, Cut angle, Step over, Number of
passes, Tool overlap, Step over adjust, Step depth ka1 Bottom stock allow, o1 otToieg
€XOuvV TTapouciacTei oTnv akoAouBia kaTepyaoiag dykou.
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3.3

AkolouBia karepyaoiag epiypauparog (Profile Sequence)

H akoAouBia katepyaoiag meplypdupatos (oxnpa 3.4) agaipei UAIKS attd Thv TTEPIPEPEIA TOU
AVvTIKEIYEVOU. TO KOTITIKO €PYAAELio KIVEITAI TTAVW O€ aUTH aAAG TTPETTEI VA UTTAPYXEI OPKETOG
XWPOG YIa TNV TTPOCEYYIoN KAl TNV ATTOPAKPUVGT| TOU aTTé TO TEPAXIO.

2xNua 3.4: Mapddeyua Karepyaoiag mepypauPaTOG.

O1 onuavTIKOTEPES TTAPAPETPOI OTNV KOTEPYATIia TTEPIYPAPPATOS gival 01 €EAG:

3.4

Axis shift: OpiCetal n amdédoTaon BeTIKA A apvnTIK ATTO TV KATW ETTIPAVEIQ TOU
QAVTIKEIHEVOU WG TNV KATW ETTIPAVEIA TOU KOTITIKOU.

Num prof passes: OpiCel TOvV apIiBUO OKTIVIKWV TTEPACHATWY O€ KABe BABOG.

Prof increment: Opilel Tnv opif6vTia amméoTaon avapecsa oTa TTEpdouara.

Cutcom: EvepyoTtroiei fj amrevepyoTrolei TNV avTIoTABUION TWV KOTITIKWV.

Lead in: To KOTITIKG €I0€PXETAI OTO TEMAXIO UE EQATITOPEVIKO TOEO.

Lead out: To KOTITIKO €€£pXETAI OTTO TO TEMAXIO PE EQATITOUEVIKO TOEO.

Lead radius: H Tiyf TnG aKTivag yia TO £QOTITOPEVIKO TOEO Twv U0 TTPONYOUNEVWY
TTOPANETPWV.

Normal lead step: H ypauuiki amméotaon Tou KavovikoU TUAPaToG Hiag lead in A lead
out Kivnong.

Tangent lead step: H ypappikry arréoTaon Tou EQATITOPEVIKOU TUANOTOG piag lead in
] lead out kivnong.

Overtravel distance: To pAkog Tng emKAAUWNG Tou KOTITIKOU KaTé 1o lead in kal 1O
lead out.

KaBwg kai or Cut feed, Spindle speed, Step depth, Prof stock allow, Approach
distance ka1 Exit distance, o1 oToieg €xouv TTOPOUCIOCTEI OTIC TTPONYOUUEVEG
aKoAouBieg KaTEPYaOoIWV.

AkoAouBia karepyaoiag diarpnong (Holemaking Sequence)

H akoAouBia katepyaaoiag didtpnong (oxAua 3.5) dnuioupyei A KatepydleTal OTTEG 0€ KATTOIN
EM@AvEId TOU TePaxiou. ApxIKG eTMAéyeTal TO €idO¢ TOU KUKAOU KaTepyaoiag Ttou Ba
aKoAouBrael, ol TTapAPETPOI TOU, KaBWG Kal oI AEoveg Kail Ta BABn Twv OTTwV.
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2xnNua 3.5: Mapdadeypa katepyaaoiag didtpnong.

O1 KUKAOI KaTepyaoiag TTou UTTOPOUV va EKTEAECTOUV gival:

Drill: Aiavoign o1ig atmoé £éva KOTITIKG

Face: Anuioupyia evég KUKAou Kkatepyaciag yia Tnv dIac@AAIon TG OPOAAG
ETMPAVEIAG OTO KATW PEPOG TNG OTTAG

Bore: Avagépetal otnv d1Avoign TnNG TEAIKNG OTTNG YE JEYAAN akpiBeia.

Countersink: Avag@épetal otnv dieUpuvon TG apXNg TNG OTING KE TNV XPron evog
epyaAeiou KaTGAANAa SIOPOPPWHEVOU WOTE VA dNUIOUPYROEl Hia AOEOTOUR OTNV OKUNA
NG OTINAG.

Tap: Avagépetal oTnV dnIoUpYia OTTEIPWHATOG OE Hia AdN UTTApYXouod OTTH.

Ream: Ava@épeTtal oTnv ammoTTeEPATWoNn YOG OTING e JEYAAn akpifeia.

O1 onuavTikOTEPES TTAPANETPOI OTNV KaTEpyaoia dIATpnong givai o1 €EAG:

3.5

Breakout distance: H mapduetrpog auty @avepwvel TNV ammdéoTacn TTOU TTPETTEl VA
dlavUoel TO KOTITIKO WOTE VA €XOUUE HIa BIAUTTEPN OTTH, OedOPEVNG TNG KWVIKOTNTOG
TOU KOTITIKOU

Peck depth: To Brjpa KoTTAG eAEyxel TO BABOG KOTTAG yia TNV dIdvoign OTTwV.

Rapto dist: EmTpéTrel TV Kivnon Tou KOTITIKOU pE Taxeia Tpowaon akOua Kal KATw
até TNV amooTaCT AOPAAEIQG.

KaoBwg kal o1 Cut feed, Spindle speed, Scan type kai Clear dist, oI otoieg €xouv
TTOPOUCIAOTEI OTIG TTPONYOUNEVEG AKOAOUBIEG KATEPYATIWV.

AkoAoulia katepyaciag Tpoxidag (Trajectory Sequence)

H akoAouBia katepyaciag Tpoxidg (oxAua 3.6) emTpéTmel o€ €va €PYAAEIO va CapwoEl
otroladnAToTe KaBopiopévn amd To XpAoTn Tpoxid. Mropei va XpnoigotroinBei  yia
KATEPYAOieg dnUIoUPYiIag AUAOKWOEWVY Kal AOEOTOUAG aKpwV. O XpAoTNG TTPETTEI VO ETTIAEEEI
avaueoa oe oxediaon TnNG TPOXIAG, XPronN TwV OKPWY ToU JovTéAou, Xprion Twv datum curves
1 EMEAVEIWV, KABWG Kal TIG TTAPAPETPOUG TNG KATEPYATIOG.
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2xNua 3.6: Mapdaderyua KaTépyaciag TPOXIAG.

O1 ONPOVTIKOTEPEG TTOPAUETPOI OTNV KATEPYATia TPOXIAG gival ol EEAG:

3.6

Number cuts: YmoAoyiopég Tou BAB0oUG KOTTAG XPNOIMOTIOIWVTAG TOV apIBPO Twv
KOTTWV.

KaBwg kai o1 Cut feed, Spindle speed, Step depth, Num prof passes, Prof increment
kai Cutcom, o1 oToieg €XOUuv TTAPOUCIACTEI OTIG TTPONYOUUEVEG OKOAOUBIEG
KATEPYAOIWV.

AkolouBia karepyaoiag emipaveiag (Surface Mill Sequence)

H akolouBia kartepyaoiag em@dveiag (oxAua 3.7) emTpETTEl OTO XPAOTN VA KATEPYOOTEI
TTEPIYEYPAUMEVEG KA OPICOVTIEG ETTIQAVEIEG.

ZxNua 3.7: Mapdadeyua katepyaaoiag em@Aveiag.

YTTdpyouv TECOEPEIG OTPATNYIKEG KivONG TOU KOTITIKOU YIO TNV KATEPYATIa TNG ETTIPAVEIAG, Ol
OTTOIEG €ival:

Straight cut: Katepyaaoia Tng emi@dveiag pe pia ocipd euBUYpaPPwWyY KIVACEWV.

From surface isoline: Katepyacia g em@dveiag akoAouBwvTag TIG 100UWYEIQ
KOUTTUAEG O€ KABE KaTEUBUVOT.

Cut line: Katepyaoia Tng m@QAveIag opidovTag TV TTPWTH, TNV TEAEUTAIA KAl KATTOIEG
eVOIAUETEG TPOXIEG KATEPYATIQG.

Projected cuts: Karepyacia tng em@aveiag TTpoBAAAoOvVTAg TO TTEPIYPAPME TNG OTNV
EMQPAVEIA  ETTIOTPOPAG TOU KOTITIKOU, OnUIoUpywvTag uia emmimedn TpoxId Kai
TTPORAANOVTAG TNV KAl TTAAI TNV APXIKK ETTIQAVEIQA.
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O1 onuavTIKOTEPES TTAPANETPOI OTNV KATEPYOQTIa ETTIPAVEIAG Eival Ol EEAG:

3.7

Offset increment: Na Tnv oTpatnyik katepyaaoiag Cut line gival 1o Bripa oto Babog
KOTTAG yIa TTOAATTAG TTEpACUATA.

KaBwg kal o1 Cut feed, Spindle speed, Scan type, Cut angle, Step over, Number of
passes, Tool overlap, Step over adjust, Prof stock allow, Scallop hgt kai Number
cuts,ol 0TT0iEG £XOUV TTAPOUCIACTEI OTIG TTPONYOUUEVEG AKOAOUBIEG KATEPYATIWV.

AkolouBieg katepyaoiag ekxovdpiong kai armormepdrwong (Roughing
and Finishing Sequences)

H kartepyacoia ekxovopiong (oxnua 3.8) eival mapoduoia pe Tnv akoAoubia kaTepyaoiag dykKou
KAl XPNOIYOTTOIEITAlI KUPIWG OTNV UYNAAG TaxUTNTAG KATEPYATia KAAOUTTILOV Kal 181aiTEpa OTNV
KaTepyaaoia eIoNyUEVWV YEWMPETPIWY atrd GAAa cucTrpaTta CAD.

ZxNua 3.8: Mapddeyua Katepyaaoiag ekxovopiong.

H kartepyaoia amotmepdtwong (oxiua 3.9) ptropei va XpnoIJoTToINGEi yia KATEPYOOia aVTIKEI-
MEVWYV PETA TNV KATEPYAOia EKXOVOPIONG.

2xNua 3.9: Mapddelyua Katepyaoiag atToTepATWoNG.

O1 onuavTIKOTEPES TTAPAMETPOI OTNV KATEPYOQTIia EKXOVOPIONG €ival ol £EAG:

Max step depth: AicukpiviCel To péyioTo emTPeTTO BABOG KOTING.
KaBwg kai o1 Cut feed, Spindle speed, Step over, Rough stock allow, kai Clear dist, ol
OTTOIEG £XOUV TTAPOUCIACTEI OTIG TTPONYOUUEVEG OKOAOUBIEG KATEPYOTIWV.

O1 onuavTIKOTEPES TTAPANETPOI OTNV KATEPYOTIa ATTOTTEPATWONG Eival o1 €EAG:

Slope angle: Mpoodiopilel TN ywvia TTou XwWpEIlel TIG ETTIPAVEIEG YIO KATEPYOTia, O€
OpPICOVTIEG KOI KABETEG.

Lace option: Npocdiopilel T péBodo KaTepyaoiag.

KaBwg kai o1 Cut feed, Spindle speed, Step over, Scallop hgt kai Clear dist ,01 oTr0ieg
£XOUV TTAPOUCIACTEl OTIG TTPONYOUUEVEG OKOAOUBIEG KATEPYATIWV.
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Metd Tnv avamTuén Twv akoAouBiwv Tou TTpoypduuaTtog, Trapoucidletal n diadikaaia
HovTeAOTTOINONG  TECOAPWY Tsuaxiwv Ol0pOpwWY  YeEwUETpIWY. Ta avTIKEiNeva auTtd
TTapouaidlovTal oTo oxnua 4.1

=

2XNHa 4.1: TeAIKA KOPPATIO TTOU JOVTEAOTTOIRONKAV.

ApXIKG dnuioupyeiTal TO JOVTEAO KATEPYOOIAG, TO OTTOI0 ATTOTEAEITAI ATTO TO APXIKO KAl TO
TENIKO TEPAXIO. To TEAIKO TepdxIo €xel oxediaoTei oTo Pro-Engineer (oxAua 4.2).

2xNua 4.2: Mpdétutro Tepdyio 1.




To apxiké Tepdxio Ba kataokeuaoTei TTatwvrag File— New— Assembly— Nc Model—
Create Stock. 210 TTapdbupo Tou Ba eu@avioTei, €iIocdyeTal n TTEPICOEIa UNIKOU O¢ KABE
O1doTOON TOU OKATEPYAOTOU KOPUATIOU, OTTWG QaAivETAl TTAPAKATW:

Allowance Rules ) Cumrent Allowance

+

Length |0.000000 | |0.000000 |

Width 1.000000 | |0.000000 |
Thickness | 0.000000 | |0.000000 |

Zxnua 4.3: MNepiooeia UNIKoU o€ KABe diaoTaaon.

2710 oXNUa 4.4 @aiveral 70 TEAIKO JOVTEAO KATEPYQOIAG.

ZxNua 4.4: TeAik6 povtélo KaTepyaaoiag Tepayiou 1.

21N ouvéxela onuioupyeitar To TTEPIBAAOV  KaTepyaoiwy eTTIAéyovTtag File— New—
Manufacturing— NC Assembly kai eicayeTal To yovTéAo KaTepyaoiag matwvtag Mfg model—
Assemble— Gen Assem, GTO 0TT0i0 OpifeTal KOl CUCTNHA CUVTETAYHEVWV.

Twpa ptropei va opioTei pia véa Asitoupyia emmAéyoviag Mfg Setup (oxnua 4.5). AnAwvetai
w¢ Machine Zero 10 cUOTNUA CUVTETAYMEVWY TOU TEPOXIOU KOl N ETIQAVEIA ETTIOTPOPNG
(retract surface) emA&yeTal KaTd PAKOG Tou Agova z Pe BABoG 5. 2Tn cuvéxela opideTal pia véa
pNXavr apiBunTikou eAéyxou, TTaTwvTag To €lkovidlio degid Tou NC Machine.
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0 Gperation Setup )

File

[ X

Operation Name ~ OPO10 I~
NC Machine HAAS_MINI_MILL (]

Fodure Setup FSETPO = ERBY

General ‘ From/Home | Cutput |

Reference
Machine Zero ACSO s

Retract
socs Wz [sa][X]
Tolerance |E]] |
Stock Material ~ Unspecified =] [

[ oK | [Cancel| [ Apoly|

ZxNua 4.5: Opioudg véag Asitoupyiag.

210 TTapdBupo TToU euPaviletal (oxNpa 4.6) iodyeTal To dvoua TnNG unxavAg (Haas Mini Mill),
T10 €id0g TNG (Mill) Kal 0 apIBudg Twv agdvwy NG (3).

IE; Machine Tool Setup
File
OEQ X
Machine Name ~ HAAS_MINI_MILL [=] cne Control |
Machine Type Iwill El Location | |
Mumber Cf Axes 3 Auis El
Output | Spindle | Foed | F5® | Trayel | G | Comments
Paost Processor Options
PPMName | UNCXD1 D01 & [Reset | ( Defauts | [ PPRINT |
CL Command Output Options
FROM Do Mot Output ]
LOADTL Modal =
COOLNT/OFF Qutput x|
SPINDL/OFF  Output =

P Cutter Compensation ...

[ oK | [cancel| |Close]

ZxNAua 4.6: Opioudg véag pnxavng.
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2710 tab Output TTarwvTtag 10 pprint eMAEyel 0 XpOTNG TTOIEG TTANPOYOpPiEg Ba eupavifovTal
oTov TEAIKO G KwdIKa. 2T CUYKEKPIYEVN TTEPITITWON €Xouv €TTIAEXO¢ei Ta part name, date time,
nc sequence name, spindle speed kai cut federate and units. 210 tab Spindle opiletal n
MEYIOTN TaXUTNTA TTEPIOTPOYPNAG TNG aTpdKTou (maximum speed) oTig 6000 rpm, oTo Feed n
Taxeia perakivnon (rapid traverse) oe mm/min kair oto Cutting tools o xpdvog aAAayrg
KoTITIKOU (tool change time) ota 6 sec. 'ETal oAokAnpwveTtal N dnuioupyia TnG AsIroupyiag.

To eméuevo BrAPa eival n dnuioupyia TNG AiIOTAG Twy KOTITIKWY TTou Ba XpnoipoTtroinbouy,
matwvtag Mfg Setup— Tooling— Haas_Mini_Mill. Karaokeudletal éva KOTITIKO OTTWG

paivetal oto gxAua 4.7.

£ Tools Setup ) Elﬂlﬂ_hj

FiIelEditl‘-.-‘iew
O el X

Mumber Name Offaet Comments

1 | I | ¥

Apphy Revert [ Preview ] [ Tool Window
Name F13 P
Type MILLING =
Material
Urits Millimeter El
. Speeds _
| Geometry | Settings | £ BOM
Cutter Diameter: 18
I Length: 100
Comer Radius: .
Side Angle: .
Mumber of Teeth: .

ZXNHa 4.7: OpIoUOS KOTITIKWYV EPYAAEIWV.

2€ QUTO TO OnNUEIoO PTTOPEI va apXioel N €IKOVIKNA KATEPYOOTia TOU TEPAYXiOU, AQAIPWVTAG TNV
Trepiooeia UANIKoU TTou Bpioketal 1o Gvw PéEPOG Tou. lMa Tn dnuioupyia Tng akoAouBiag
apiBunTikoU eAéyxou emmAéyetar oto Menu Manager n €¢Ag dladpoury Machining— Nc
Sequence— Face — Done. 210 pevou TTou gugaviletal, o XpAoTng dlaAéyel To Name ekTog
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TWV TIPOETTIAEYUEVWY, TO OTTOI0 CUUTTANPWVEI OTO KATW WPEPOG TOU BaAcikou TrapaBupou
(Face_1).

21N ouvéxela avoiyel To TTapdbupo Tou oxAuatog 4.7, OTO OTTOIO ETTIAEyETAl TO KOTITIKG
epyaAeio Tou Ba xpnaoipotroindei oTnv kartepyacia. To €mopevo BAua €ivalr o opIouOS Twv
TIOPAUETPWY TNG KaTEPyaaiag, o omoiog yiveral aTwvtag Set oto Model Tree. EKT0¢ Twv
TTOPAUETPWY TOUu OXAWaTOog 4.8 Trpémel va eTmiAeyei «Yes» oto Trim to workpiece, Tmou
epaviCeTal ratwvrag Advanced.

Y param Tree =HECIH X
FiIelEdithiew
Input: [=]
"FACE_1
Manufacturing Parameters
CUT_FEED 400
STEP_DEFTH 1
STEP_OVER 16
BOTTOM_STOCK_ALLOW 0.2
CUT_ANGLE 1]
SCAN_TYFPE TYPE_1
SPINDLE_SPEED 3000
COOLANT_QPTION QFF
CLEAR_DIST b
APPROACH_DISTANCE
EXIT_DISTANCE

If set to YES mill volume will be confined to workpiece boundaries.

2xNua 4.8: TINEG TWV TTAPAPETPWY TNG TTPWTNG KATEPYACIAG TTPOCWITTOU.

TéNog TTpéTTel va eTIAeXOei n em@dveia katepyaaiag, emAéyovrag Model— Done, Tnv Tavw
ETIPAVEIQ TOU TEPaxiou kal Done.

Metd 1O TEAOG TNG KaTEPyaaiag, PTTOpei 0 XPAOTNG va O&l Tnv TTopeia TTou akoAouBei 1o
KOTITIKO yia atro@uyr AaBwv. Autd yivetal emAéyovrag Play path— Screen play kai 10
TIARKTPO play (oxhua 4.9). H tropeia Tou KOTITIKOU gaiveTal oTto oxfiua 4.10.

Ek16¢ TnG mapammavw eTmIAOYNG, UTTApXEl N duvaTtdTNTa TTPOCOPO0IWONG TNG KATEPYATiag
xpnoigotroiwvtag 1o Vericut, emAéyovrag Nc Check avrti Tou Screen play.

2€ auTd To onueio oAokAnpwveTal N katepyaoia TatwvTtag Done Seq.
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2% pLAY PATH ‘ o)
|F|'Ie|‘-.-'|'ew|NCL File
| a |
L e [ e [ o [ o
Position Cutting Tool
Display Speed
| I

Sl Fast

2xNua 4.9: Mevou yia Tnv TTopeia Tou KOTITIKOU.

ZxNua 4.10: Mopeia KOTITIKOU yia TNV TTPWTN KATEPYATIa TTPOCWTTOU.

2Tn OUVEXEId KATOOKEUAZETAl AAAN pia KATEPyaoia TTPOCWTIOU VI TNV ATTOTTEPATWON TNG
em@aveiag, ue dvoua Face 2, 10 id10 KOTITIKO Kal yia TIG TTApApETPoUg TTIAEyeTal Use prev—
Set. Mg autd Tov TPOTTO XPENOIYOTIOIOUVTAI Ol TTPoNyoUpEveEG puBuioelg aAAdlovTag pévo TIg
amrapaitnteg (oxAua 4.11). EmAéyetar TAA n €mM@AVEID KATEPYOOIOG Kal €AEyXETAl N
diadikaoia pe Screen play (oxAua 4.12).
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Erne S ok
FiIelEdftl‘n.-’iew

Input: El
"FACE 2
Manufacturing Parameters

----- CUT_FEED 300

----- STEP_DEPTH 1

----- STEP_OVER 10

----- BOTTOM_STOCK_ALLOW 0

----- CUT_ANGLE 0

----- SCAM_TYPE TYPE_1

----- SPINDLE_SPEED 3000

----- COOLANT_OPTION OFF

----- CLEAR_DIST 5

----- APPROACH_DISTAMNCE -

----- EXIT_DISTANCE -

Amount of stock left on surfaces parallel to the retract plane.

2xNua 4.11: TIgEG TwV TTAPAPETPWY TNG OEUTEPNG KATEPYOTIAG TTPOCWITTOU.

ZxNua 4.12: Mopeia KOTITIKOU yia TN deUTEPN KATEPYATIA TTPOCWTTOU.
Metd 1O TEAOG TNG KATEPYACIiag YTTOPEI va a@aIpeBEi 0 KATEPYOAOUEVOG OYKOG, ETTIAEYOVTOG

Machining— Matrl Remove— Face_2— Automatic— Done— Auto Add— Ok— Done. Z10
oxAua 4.13 @aivetal To TEYAXIO METG ATTO TNV AQAIPEDN TOU OYKOU.
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ZXNMa 4.13: Tepdyio HETA TO TEAOG TWV KATEPYAOIWV TTPOTWTTOU.

H emdpevn akoAouBia eival katepyaoia TTeplypduuatog. Na mnv dnuioupyia TnG €MIAEyETAI
Machining— Nc Sequence— New Sequence— Profile— Done. 210 pevou TTou gugavieTal o
xpnotng emAéyel kal TTAAI To Name (Profile_1) ekt0¢ Twv TrpoemAeypévwy. Matwvrag Set
opifovtal ol TTapPAPETpOl TNG Katepyaoiog (oxnpa 4.14). EKTOC Twv TTOPAPETPWY TOu
oxnuatog 4.14 cuptrAnpwvovtal oto Advanced to Num prof passes 4 kai 1o Prof increment
5.

IH; Param Tree
It ;

(=] (Advoed)

"PROFILE_1

Manufacturing Parameters

CUT_FEED 400
STEP_DEPTH 1
PROF_STOCK_ALLOW
CHE_SRF_STOCK_ALLOW
WALL_SCALLOP_HGT

SPINDLE_SPEED

COOLANT_OPTION

CLEAR_DIST

Sets the horizontal distance between profiling passes.

ZXNHa 4.14: TigéG TwV TTAPAPETPWY TNG TTPWTNG KATEPYATIAG TTEPIYPAMUATOG.
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2xNua 4.15: Mopeia KOTITIKOU yia TNV TTPWTN KATEPYATia TTEPIYPAPPATOG.

2Tn CUVEXEIa KATAOKEUAZeTal AAAN Wi KaTEpyaoia TTEPIYPAUUATOS YIA TNV ATTOTTEPATWON TNG
em@dveiag, hge ovoua Profile_2, 1o idl10 KOTITIKO Kal yia TIG TTapapéTpous emmAéyetal Use
prev— Set. Me autd Tov TPAOTTO XPNOIKOTTOIOUVTAl Ol TTPoNyoUlEvEG puBuioelg aAAdlovTag
MOVO auTég TToU aivovTal 0To oxNua 4.16 kabwg kal To Num prof passes, 10 oTroio yiverai 1.
EmAéyetal TTdAI n emipdvela kaTtepyaoiag kal eAEyxeTal n diadikacia pye Screen play (oxnua

4.17).

S

FilelEdﬂlView

Input:

[=]

Manufacturing Parameters

----- CUT_FEED

..... STEP_DEPFTH

----- PROF_STOCK_ALLOW

----- CHE_SRF_STOCK_ALLOW
----- WALL_SCALLOP_HGT

----- SPINDLE_SPEED

----- COOLANT_OPTION

----- CLEAR_DIST

"4 PROFILE 2

Select type of cuts for machining.

2xNua 4.16: TIgEG Twv TTAPAPETPWY TNG DEUTEPNG KATEPYATIAG TTEPIYPANUATOG.
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2xNua 4.17: Mopeia KOTITIKOU yia T deUTEPN KATEPYAOIA TTEPIYPAUUATOG.

Metd 1o TEAOG TNG KaTEPYQoiag agaipeital TTAAI O KATEPYAOPEVOG GYKOG, dNUIOUPYWVTAG TOV
pe Construct kai Extrude. 210 oxfua 4.18 ¢@aivetal 10 TEAIKO TEUAXIO OTO TTPOYPAMPUA
TTpooopoiwong Vericut.

MeTtd Tov OXeOIOONO TOU TEPOYIOU TTPETTEI va Yivel N METAYAWTTION TOU apxeiou Béong Tou
KOTITIKOU O€ HIa YAWOOA TTou avTINAPBAVETAI N EKAOTOTE PNXav apiBunTikoU eAéyxou. MNa va
yivel owoTd n PeTayAWwTTION Ba TTPETTEl 0 post processor va €ival puBpIouévog KATAAANAQ
WOoTE TO €§ayOUEVO TOU va gival akpIBWGS auTd TTOU ATTAITEITAI OTTO TN PNXavr).

ApXIKG TTpETTEl va dnuioupynBei To apxeio B€ong KOTITIKOU aTrd TIG akoAouBieg apiBunTikou
eAéyyxou TTOU €Xouv KaTtaokeuooTel. MNa autd 1o okoTd emAéyeTal 0TO menu manager CL
Data. 21n ouvéxeia e€dyetal To apxeio B€ong KOTITIKOU, €iTE yia OAn TNV A&iToupyia, €iTe yia
Katrolieg akoAouBieg. EmAéyeTal Aoimmév Output— Select one— Operation— Op010.

2Tn ouvéXeEla €TTIAEYEI O XPAOTNG va €EAYEl TO apxeEio BEong KOTITIKOU O€ OPXEI0 KAl O€ TToI0
@dakeAo Ba amobnkeuTei. ETAEyeTal 0 @aKkeAOG epyaaiag kal oTn ocuvexeia OK. Edv 10 apyxeio
onuIoupynRBnke emTUXWS 1 OxI ed@avideTal oTo KATW MEPOG TnG 086vng. Edv éxel
onuioupynBei emAéyetal done output. TNa va ekTeAeoTEl N TEAIKA eTTeéepyaTia Tou apxeiou
Béong KoTrTIkoU emmAéyeTal oTo menu manager CL Data— Post process kai €mAEyeTal TO
apyeio Tou dnuioupynBnke oTo TTponyoluevo PrApa. Me Tnv emAoyn auth gugavifovral aTo
menu manager 6Aol 01 TEAIKOI ETTECEPYAOTEG TTOU Eival dIaBETI[OL.

EmAéyetar o UNCX01.P72, o otroiog €ival 0 KaTGAANAOG yia TNV KATEPYAOia TOU TEPAXIOU Kal
OTNn YPOUUA EVTOAWV TTOU g€u@avifeTal YPAPETAl TO OVOUA TOU TTPOYPAMMOTOGC. € QuTd TO
onueio epgavigetal éva Tapdbupo TTou divel TTANPOPOPIES yia TNV OAoKAnpwuévn diadikaaoia.
To apxeio pe Tov KWOIKA TNG EPYAAEIONNXAVHG €XEI ATTOBONKEUTEI OTO PAKEAO TTOU BPIOKETAI
Kal TO apxeio B€ong KoTmmikoU. TO OUYKEKPIMEVO apxeEio eival €TOINO va OTTOOTAAEl OoTnv
EPYOAEIOUNXAVE KOl VO apXioEl N TTPAYMATIKA KATEPYATia.
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2xNua 4.18: TeAiko Tepdyio oTto Vericut.

Apxika dnpioupyeital To PovTéAo KaTepyaoiag. To TeAIKO Tepdxio £xel oxediaoTei oto Pro-
Engineer (oxnua 4.19).

ZxNua 4.19: Mpdtutro TepdyIo 2.

210 TTapdBupo TTou Ba eu@aVIOTEl, €I0AYETAI N TTEPIoOEI UAIKOU Ot KABe didoTacn Tou
OKOTEPYAOTOU KOMMATIOU, OTTWG QAiVETAI TTAPAKATW:
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@ Allowance Rules () Cument Allowance
+

Length 0.000000 | |0.000000 |

Width 1.000000 | |0.000000 |
Thickness  |0.000000 | |0.000000 |

2xNua 4.20: Mepicocia uAikou o€ KaBe didoTaon.

To TeAIKO povTéAo KaTepyaoiag dnuioupyABnke ue Tn diadikagia TTou TTAPOUCIACTNKE OTO
TeEPAXIo 1 Kal @aiveTal 010 oXNPa 4.21.

ZxAMa 4.21: Tehikd povTéNO KaTEPYOOTIOG TEPAYiOU 2.

21N ouvéxela Onuioupyeital To TTEPIBAANOV  KATEPYAOIWV Kal €I0AYETAl TO MOVTEAO
KATEPYAOIiAG, OTO OTTOI0 OPIfeTal KOl CUOTNHUA OUVTETAYUEVWV.

Twpa opicetal yia véa Aeitoupyia. AnAdwvetal wg Machine Zero To cUOTNUA CUVTETAYHEVWV
TOU Tepayiou kal n  em@aveia emoTpo@ng (retract surface) emAéyetal kal TAAI KaTtd PAKOG
Tou d¢ova z ue PBAaBog 5. 2Tn ouvéxela opideTal pia pnxavi apiBunTiKoU e€Aéyxou HE TIG
TTAPAPETPOUG TNG TTponyouuevng. To emopevo Brua eival n dnuioupyia Tng AioTag Twv
KOTITIKWV €pYaAgiwv TTou Ba xpnoiyotroinBouv. Ta KOTITIKA TTou XpnolpoTToindnkav givail Tpia
KovOUAIa kal éva o@aipikAg atréAngng, diapétpou 10, 20 ,5 kar 10 mm avTioToixa. (oxXAUa
4.22)

2€ autd TO onueio apyifel n €IKOVIKN KATEPYAGIa TOU TEUPAYXiOU, AQAIPWVTAG TNV TTEPICOEIN
UAIKOU TTOU BpiokeTal 0TO Avw PEPOG Tou Pe Wia akoAouBia TTpoowTtrou (Face). EmAéyeTal To
KOVOUAI Twv 20mm. To emmdpevo Bripa €ival 0 opIoPOG TWV TTOPAUETPWY TNG KATEPYATIOG.
EkT16¢ TWV TTapauéTpwy Tou OXAUOTOC 4.23 TTpéTTel va eTTIAeyei «Yes» oT1o Trim to workpiece,
TTou gu@avideTal Tratwvtag Advanced.

H tTopeia Tou KOTITIKOU @aiveTal 0To oxAua 4.24 Kal n Katepyaoia £xel ONOKANPwOEi.
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2 Tools Setup

FiIelEdftl‘n.-’iew

OE E R X

Mumber Mame

3 20MM
5 MM
6 BALL

COffget Comments

o LN

* |

| *

Apphy Revert

MName 10MM
Type MILLING
Material -

LUnits Millimeter

Speeds _

Geometry | Settings Fecds

BOM

Cutter Diameter: 10
Length: 100
Comer Radius:
1 Side Angle:
Number of Teeth:

ZxNua 4.22: OpICUOG KOTITIKWY EPYAAEiWV.
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o N o
File

Input: | El
1. FACE

Manufacturing Parameters

~-CUT_FEED 400
..STEP_DEPTH 1
..STEF_OVER 13
BOTTOM_STOCK_ALLOW 0
 CUT_ANGLE 0
..5CAN_TYPE TYPE_SPIRAL
.SPINDLE_SPEED 2000
COOLANT_OPTION OFF
.CLEAR_DIST 5
.APPROACH_DISTANCE -
 EXIT_DISTANCE -

Helpline for parameter.

ZxNua 4.23: Tlpé:g TWV TTOPAPETPWY TNG KATEPYATIQg TTPOCWTTOU.

ZxNua 4.24: Mopeia KOTITIKOU yIa TNV KOTEPYATIa TTPOCWTTOU.
H emdépevn akoAouBia gival katepyaaia dykou. MNa tnv dnuioupyia Tou emAéyeTral Machining—

Nc Sequence— New Sequence— Volume— Done. EmmAéyetal T0 KOVOUAI Twv 5mm.
MatwvTtag Set opifovTal o1 TTapdpeTpol TNG Katepyaaoiag (Zxnua 4.25).
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Input:

Manufacturing Parameters

- CUT_FEED
-.STEP_DEPTH
--STEP_OVER

. PROF_STOCK_ALLOW
- ROUGH_STOCK_ALLOW
- BOTTOM_STOCK_ALLOW
- CUT_ANGLE
.SCAN_TYPE

. ROUGH_OPTION
--SPINDLE_SPEED

- COOLANT_OPTION

- CLEAR_DIST

TYPE_2
ROUGH_& PROF
2000

OFF

5

Helpline for parameter.

ZXNMa 4.25: TINEG TwV TTAPAPETPWY TNG TTPWTNG KATEPYAOIAG OYKOU.

2Tn Ouvéxela TTPETTEl va dnuioupynBei o TTpog Katepyaoia Oykog TraTtwvTtag Create volume kai
Gather— Select— Done— Surf & bnd— Done. Mg autd Tov TpATTO €TMIAEYEl O XPAOTNG OAEG
TIG ETTIPAVEIEG TTOU TTEPIKAEIOUV TOV OYKO, a@ouU éxel TTatnBei hide oto workpiece Tou Model

Tree. (oxAua 4.26)

2xNua 4.26: EtAeyuévog OyKoG.

Metd atrd ouveyr done, emAéyeTal unhide oto workpiece Tou Model Tree kai play path. H

TTOPEIa TOU KOTITIKOU QaiveTal oTo oxAua 4.27.
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ZxNua 4.27: Mopeia KOTITIKOU yia TNV TTPWTN KATEPYacia Gykou.

To eméuevo Bripa civalr n agaipeon Tou Katepyaouévou Oykou TratwvTag Matrl Remove—
automatic— done— auto add— ok— done. (oxAua 4.28)

2xAua 4.28: Apaipeon KaTEpYaoUEVOU OYKOU.
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H emdéuevn akoAouBia eival etmiong katepyaoia oykou. MNa Tnv dnuioupyia Tou €TTIAEyETAI
Machining— Nc Sequence— New Sequence— Volume— Done. ETIAéyeTal WG KOTITIKO TO
KOVOUAI Twv 5Smm. 210 TTapdBupo tmou eu@avifetal emAéyetal Window— Done— Create
Wind— Sketch kai autéuara dnuioupyeital éva sketch, o1o otroio 0 xprioTng oxediddel To
TTapdBbupo TTou Ba KIvnBEei TO KOTITIKO. ZTO GUYKEKPIMEVO TTAPAdEIYUA, TO TTapABupo @aiveTal

oT1o oxiua 4.29. MNMatwvrtag Set opifovTal o1 TTapdueTpol TNG Katepyaaoiag (oxnua 4.30).

ZxNua 4.29: Zx£d10 Tou TTapaBUpou evidg Tou oTToiou Ba KIvnBEi TO KOTTTIKOG.

CLEAR_DIST

ﬂ Param Tree Elﬂlﬂ_hj
FiIelEdithiew
Input: El
"3 NONAMEDD1
Manufacturing Parameters
CUT_FEED 400
STEP_DEPTH 4
STEP_OVER 4
PROF_STOCK_ALLOW 1]
ROUGH_STOCK_ALLOW 02
BOTTOM_STOCK_ALLOW -
CUT_ANGLE 1]
SCAN_TYPE TYPE_SPIRAL
ROUGH_OPTION ROUGH_& PROF
SPINDLE_SPEED 2000
COCLANT _OPTION CFF

5

Helpline for parameter.

2xAua 4.30: TlpégL TWV TTOPAPETPWY TNG BEUTEPNG KATEPYATTIAG OYKOU.

54,00
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210 oxnua 4.31 ¢aivetar n TTopEia TTOU Ba akoAoubrjoel TO KOTITIKO €PYaAEio yia Tn
OUYKEKPIPEVN KaTEpyaaia dykou Kal oTo oxAua 4.32 n agaipeon autou Tou OyKOou.

2xNua 4.31: Mopeia KOTITIKOU yia Tnv deUTEPN KATEPYATIa OYKOU.

2xNua 4.32: Apaipeon Katepyaopévou Oykou.

H emrépevn akoAouBia gival TTAAI KaTepyaoia dykou. ETTIAEyeTal Kal TTAAI TO KOVOUAI Twv S5mm.
Matwvtag Set opifovrar o1 Tapduerpol TG kKatepyaoiag (oxAua 4.33). ZTn OUuvéxela
ETMAEYETAI O OYKOG TTPOG KATEPYATIiA, O OTT0i0g @aiveTal 0To oXAUA 4.34 e KOKKIVO XpWHUA.
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ﬂ Param Tree

FiIElEdiIlUiew

Input: | El
"4 Volume Milling

Manufacturing Parameters

----- CUT_FEED 400

----- STEP_DEPTH 3

----- STEP_OVER 25

----- PROF_STOCK_ALLOW 0

----- ROUGH_STOCK_ALLOW 0.2

----- BOTTOM_STOCK_ALLOW

----- CUT_ANGLE 0

----- SCAN_TYPE TYPE_3

----- ROUGH_CPTICON ROUGH_&_PROF

----- SPINDLE_SPEED 2000

----- COQLANT_QPTION OFF

----- CLEAR_DIST 5

Helpline for parameter.

ZxNua 4.33: TIHES TwV TTAPAPETPWY TNG TPITNG KATEPYATIAg OYKOU.

2xNua 4.34: EmAeypévog 6yKoG.

210 oxfua 4.35 @aivetar n Topeia Tou Ba akoAoubrioel TO KOTITIKGO €pyaAcio yia Tn
OUYKEKPIUEVN KaTEpyaaia dykou Kal oTo oxnua 4.36 n agaipeon autou Tou OyKou.
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2xNua 4.36: A@aipeon Karepyaopévou OyKou.

MNa Tnv €mmopeEvn KATEPYOOia OYKOU XPNOIMOTIOIEITAl Kal TTAAI TO KOTITIKO Twv Smm. To
TapdBupo péoa aTo oTroio Ba KivnBei TO KOTITIKO @aiveTal oTo axnua 4.37 Kal ol TINEG TwV
TTAPAUETPWY TNG KaTepyaaoiag oto oxnua 4.38.
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ZxAMa 4.37: Zx£010 TOU TTAPABUPOU £VTOG TOU OTToioU Ba KIvnOEi TO KOTITIKO.

r R e
& Param Tree
FiIelEditl‘-.-’iew

Input: El
"B, Valume Miling
Manufacturing Parameters
----- CUT_FEED 400
----- STEP_DEPTH 1
----- STEP_OVER 25

----- FROF_STOCK_ALLOW 0
----- ROUGH_STOCK_ALLOW D
----- BOTTOM_STOCK_ALLOW 0.2

----- CUT_ANGLE 0
----- SCAN_TYPE TYPE_3
----- ROUGH_OPTION ROUGH_OMNLY
----- SPINDLE_SPEED 2000
----- COOLANT_OPTION OFF
o[ = CLEAR_DIST 5

r Helpline for parameter.

2xNua 4.38: TINEG TWV TTAPAPETPWYV TNG TETAPTNG KATEPYATIiag GyKOu.

210 oxfua 4.39 @aivetar n Topeia Tou Ba akoAouBroel TO KOTITIKG €pyaAgio yia Tn
OUYKEKPIYEVN KaTEpyaaia GyKou.
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ZxNua 4.39: Mopeia KOTITIKOU yia TNV TETAPTN KATEPYATia OyKOU.

21N ocuvéxela dnuioupyeital pia katepyaoia surface milling opoiwg pe TN KATEPyaoia Gykou,
emA€yovTag 10 id10 TTapdBupo Kal TG idlEg TTapapéTpoug aAAG pe To ball koTrTiké. 210 oXua

4.40 oaiveTal n TTOpEia TOU KOTITIKOU.

2xNua 4.40: Mopeia KOTITIKOU yIa TO EEXOVOPIOPA TG £TTIPAveIag he surface milling.
To emduevo BAMA eival pia katepyaoia amotrepdtwong TnG idiag em@AveIag, Tng oTToiag ol

TTapdueTpol @aivovral oto oxfua 4.41. 1o oxfiua 4.42 oaivetal n Topeia 1mou Oa
0aKOAOUBNOEI TO KOTITIKO KOl 0TO oXNUa 4.43 n TEAIKA HOP@r) TOU TEpayiou.
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I.u. Param Tree - Elﬂu
FiIelEdftl‘n.-’iew
(=]

" 7. Surface Miling

Manufacturing Parameters

----- CUT_FEED 1000
----- STEP_OVER 01
----- PROF_STOCK_ALLOW 0

----- CHE_SRF_STOCK_ALLOY -

----- SCALLOP_HGT -
----- SCAN_TYPE TYPE_1
----- SPINDLE_SPEED 2000
----- COOLANT_OPTION OFF
----- CLEAR_DIST 5
4 | i | 4 b

'| Helpline for parameter.

ZxNua 4.41: MapdueTpol TNG KATEPYATIAG ATTOTTEPATWONG TNG ETTIPAVEINAG.

r-‘

Zxnua 4.42: MNopeia KOTITIKOU yIa TNV QTTOTTEPATWON TNG £mM@Avelag pe surface milling.



ZXNMa 4.43: Tepdyio HETA TO TEAOG TWV KATEPYACIWV TNG TTAPATTIAVW ETTIPAVEIAG.

MNa v €mmoPeEVn KATEPYOOia OYKOU XPNOIMOTIOIEITal Kal TTAAI TO KOTITIKO Twv Smm. To
TTapdBupo péca aTo oTroio Ba KivnBei TO KOTITIKO @aiveTal oTo axnua 4.44 Kal ol TINEG TWV
TTOPAMETPWY TNG KaTeEpyaaoiag oto oxAua 4.45.

ZXNua 4.44: Zx£d10 Tou TTapaBUpou evidg Tou OTToiou Ba KIvnBEi TO KOTTTIKOG.
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[ =)
@raommee N e
o =

" 8. NOMAMEDDG
Manufacturing Parameters
----- CUT_FEED 400
----- STEP_DEPTH 138
----- STEP_OVER 3
----- PROF_STOCK_ALLOW O
----- ROUGH_STOCK_ALLOY O
----- BOTTOM_STOCK_ALLC 0.2
----- CUT_ANGLE 1]
----- SCAN_TYPE TYPE_SFIRAL
----- ROUGH_CPTION ROUGH_CMLY
----- SPINDLE_SFEED 2000
----- COQLANT_CPTION OFF

N e CLEAR_DIST L]

1]

4 I i 3 I 4 3

r Helpline for parameter.

ZXNHa 4.45: TIgEG TwV TTAPAPETPWY TNG TTEUTITNG KATEPYATIag OYKOU.

210 oxjua 4.46 @aivetal n TTopeia TTou Ba akoAouBroel TO KOTITIKG yia Th CUYKEKPIYEVN
KaTepyaoia Oykou.

2XNua 4.46: Mopeia KOTITIKOU yIa TNV TTEUTITN KATEPYATia GyKou.

21n ouvéxela dnuioupyouvTal GAAeG dUo KaTepyaoieg surface milling opoiwg pe autég TTou
TTAPOUCIACTNKAV TTAPATTAvVW, ETTIAEYOVTOG TO TTAPAGBUPO Kal TIG TTAPAPETPOUG TNG TTEUTITNG
KaTtepyaoiag oykou, aAAG pe 1o ball KoTITIKG. 210 oxfua 4.47 @aiveTal n TTOPEIA TOU KOTITIKOU
yia TNV TTpwTn, oTo oXAua 4.49 yia 1n deuTepn Kal oTo oxiua 4.48 ol TTapAPETPOI TNG.
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2xNua 4.47: Mopeia KOTITIKOU yia TO EeXOVOpIOPa TG emmiAvelag he surface milling.

R

FiIelEdftl‘n.-’iew
rou: | =]

"10. Surface Miling

Manufacturing Parameters

..... CUT_FEED 1000

..... STEP_OVER 0.1

..... PROF_STOCK_ALLOW 0

..... CHK_SRF_STOCK_ALLOW -

..... SCALLOP_HGT -

..... SCAN_TYPE TYPE_3
..... SPINDLE_SPEED 2000
..... COOLANT_OPTION OFF

..... CLEAR_DIST 5

Helpline for parameter.

2xNua 4.48: MapdueTpol TNG KATEPYATTAG ATTOTTEPATWONG TNG ETTIPAVEIAG.



ZxNua 4.49: Mopeia KOTITIKOU yia TNV ATTOTTEPATWON TNG ETTIPAvEIOG P surface milling.

210 oxNua 4.50 @aivetal TO TEPAXIO YETA TNV aPaipeTn Tou UAIKOU Kal aTo gxnua 4.51 10
TENIKO TEPAXIO OTO TTPOYPAUMa TTpocouoiwong Vericut.

ZXNMa 4.50: Tepdyio HETA TO TEAOG TWV KATEPYAOIWV TNG TTAPATTAVW ETTIPAVEIAG.
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2xNua 4.51: TeAiko Tepdyio oTto Vericut.

Apxika dnpioupyeital To PovTéAo KaTepyaoiag. To TeAIKO Tepdxio £xel oxediaoTei oto Pro-
Engineer (oxnua 4.52).

2xAua 4.52: MNMpotutro Tepdxio 3.
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270 TTapdbupo TTOU Ba eu@avioTei, €l0ayeTal N TTEpiocela UAIKOU age kdBe didoTaon Tou
OKOTEPYAOTOU KOUMATIOU, OTTWG QaivVETAI TTAPAKATW:

@ Allowance Rules ) Cumrent Allowance

+

Length 0.00000D | |0.000000 |

Width 1.000000 | |0.000000 |
Thickness ~ |0.000000 | |0.000000 |

2xNua 4.53: Mepioosia uAikou o€ KaBe didoTaon.

To TeAIKO povTéAo KaTepyaoiag dnuioupyAbnke ue Tn diadikagoia TTou TTAPOUCIACTNKE OTO
TeEMAXIo 1 Kal @aiveTal 010 oXNua 4.54.

DI L DT

2xNua 4.54: TeNIk6 povTéAo KaTepyaoiag Tepayiou 3.

21N ouvéxela Onuioupyeital To TTEPIBAANOV  KATEPYAOIWV KAl EICAYETAI TO MOVTEAO
KATEPYAOIiAG, GTO OTTOI0 OPICETAI KOl CUOTNUA OUVTETAYHEVWV.

Twpa opiCetal yia véa Aeitoupyia. AnAwvetal wg Machine Zero 10 cUOTNUA CUVTETAYHEVWY
TOU Tepayiou kal n  em@aveia emoTpo@ng (retract surface) emAéyetal kal A KaTtd PAKOG
Tou dfova z pe PaBog 5. ZTn ouvéxela opietal n idla unxavh apiBunTikoUu eAéyxou. To
ETMOMEVO  PBAMa  €ival n  dnuioupyia TNG AIOTOG TwV KOTITIKWV €pyaAgiwv TToU  Ba
xpnoipotroinBouv. Ta KOTITIKA TToU XpnolhoTroiénkayv ival TEaoepa KovouAia, diapéTpwy 20,
15,10 ka1 8 mm avrioToixa. (oxnua 4.55)

2& auTO TO ONWEIo apyifel n €IKOVIKY KOTEPYAOia TOU TEUAXiOU, aQAIPWVTAG ThV TTEPICOEIN
UAIKOU TTOoU BpiokeTal 0TO Avw PEPOG Tou pE pia akoAouBia TTpoowTrou (Face). EmAéyeTal To
KOVOUAI Twv 20mm. To €moéuevo BAMPG gival O OPICPOG TwV TTAPANETPWY TNG KATEPYAOIAG.
EKTOG TwV TTapauéTpwy Tou oxXNuUaTog 4.56 Trpétrel Kal TTAAI va eTTIAeyEl «Yes» oTo Trim to
workpiece.
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H Tropeia Tou KOTITIKOU @aivetal oto oxAua 4.57 kai n katepyacia €xel oAokAnpwoOEei
aPAIPWVTAG KAl TOV KATEPYOOTHEVO OYKO.

% Tools Setup . E@lﬂ
FiIelEdithiew

al

= s ¢

Mumber MName Cifset Comments

2 15MM

3 10MM

4 aMM

1 | 1 | 3
Apply Revert

I Mame 20MM

Type MILLING

Material -

Units Milimeter

Geometry | Settings Eg:jgs - | EBOM
Cutter Diameter: 70

Length: 100

Comer Radius: .

Side Angle: R

Mumber of Testh:

ZxNMa 4.55: OpIiopdG KOTITIKWY EPYAAEIWV.
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T st
FiIelEd'rtl‘n.-’iew

Inpist : El
" Face Milling

Manufacturing Parameters

..... CUT_FEED 400

..... STEP_DEPTH 1

..... STEP_OVER 135

..... BOTTOM_STOCK_ALLOW -

..... CUT_ANGLE 0

..... SCAN_TYPE TYPE_3

..... SPINDLE_SPEED 2000

..... COOLANT_OPTION OFF

..... CLEAR_DIST 5

..... APPROACH_DISTANCE -

..... EXIT_DISTANCE -

If set to YES mill volume will be confined to workpiece boundaries.

ZXNUa 4.56: TIHEG TwV TTAPAPETPWY TNG KATEPYATIOG TTPOCWTTOU.

2xAua 4.57: MNMopeia KOTITIKOU yIa TNV KATEPYOTIA TTPOCWTTOU.
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H emdéuevn akoAouBia cival pia karepyaoia TTepypdupaTog. ETIAéyeTal Kal TTAAI TO KOVOUAI
Twv 20mm. O1 TTapdueTpol TNG Katepyaaoiag @aivovral oto oxnua 4.58 kai amd 10 pevou
Advanced 10 num prof passes yivetar 2 kair 10 prof increment 4. ¥1to oxfjua 4.59
TTOPOUCIAZETAI N TTOPEID TOU KOTITIKOU YIA TV KATEPYOCiA TOU TTEPIYPANMOTOG Kal 6TO OXAUA
4.60 @aiveral TO TEPAXIO YHETA TO TEAOG TNG KATEPYAOIAG.

FiIelEdﬂlView

B
" Profile Miling
Manufacturing Parameters
----- CUT_FEED 400
----- STEF_DEPTH 5

----- FROF_STOCK_ALLOW 0
----- CHE_SRF_STOCK_ALLOW -
----- WALL_SCALLOP_HGT 0

----- SPINDLE_SPEED 2000
----- COOLANT_OPTION OFF
----- CLEAR_DIST 5

' n | » 4 b

Helpline for parameter.

ZxNua 4.58: Tlpé:; TWV TTOPAPETPWY TNG KATEPYATIag TTEPIYPANPATOG.

ZxNua 4.59: Mopeia KOTITIKOU yIa TNV KATEPYATia TTEPIYPAUMATOG.
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2xNua 4.60: Apaipeon katepyaopuévou Oykou.

2Tn ouvéxela dSnUIoUPYEITaI Jia KaTepyaaia TpoxIag emmAgyovTag Machining— Nc Sequence—
New Sequence— Trajectory— Done. EmAéyeTal To KOVOUAI Twv 15mm. O1 TTapAauETPOI TNG
Karepyaoiag @aivovral oto oxAua 4.61. Metd Tov opiopd Twv TTAPAPETPWY eP@avidovTal Ta
TTapdBupa Tou oxnuaTog 4.62, 6trou emmAéyeTal To Edge avri Tou Sketch. Metd emAéyeTal n

aKMr, n otroia Ba xpnaoiyoTroinBdei yia Tn dnuioupyia TnG TPoxIAS. (oxAUa 4.63)

File

Input -

[=]

" 3. Trajectory Miling

Manufacturing Parameters

----- CUT_FEED 400
----- STEP_DEPTH 5

----- FROF_STOCK_ALLOW 0

----- CHE_SRF_STOCK_ALLOW -

----- SPINDLE_SPEED 3000
----- COOLANT_OPTION OFF
----- CLEAR_DIST 5

Distance needed to completely clear the workpiece prior to retr...

ZXNHa 4.61: TIHEG TwV TTAPAPETPWY TNG KATEPYATIAG TPOXIAG.
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il cLData L= | B ]

158 Pro/Clfile Version Wildfire 2.0 - M040

2 58> MFGNO / MFGD001
3 PARTNO / MFGOOO

4 55 FEATNO /413

5 MACHIN # UNCXD1, 72
6 58 CUTCOM_GEOMETRY_TYPE /OUTPUT_ON_CENTER

7 UNITS /MM

8 LOADTL A

9 58 CUTTER / 20.000000

10 58-= C5YS / 1.0000000000, 0.0000000000, 0.0000000000, 0.0000000000, &
1 0.0000000000, 1.0000000000, 0.0000000000, 0.0000000000. S

12 0.0000000000, 0.0000000000, 1.0000000000, 0.0000000000

13 SPINDL / RPM, 3000.000000, CLW
14 SPINDL / OFF

15 88-= END /

16 FINI

i.u. Customize _l Menu Manager

|"’ INTERACT PATH

Curve
Surface

<gtart of tool pathz Sketch
<end of tool path=

Done
Quit

Create/Edit Tool Motion(s)

m Automatic Cut El

Copy Paste Cut Delete

Madify Fedefine Params Clipboard

LN

ZxNua 4.62: Anpioupyia KaTepyaciag TpoxIAG.

2xNua 4.63: EtmAoyn TpoxIAG.
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2Tn ouvéXela eTTIAEYETAI N KATEUBUVON KOTTAG TOU £pyaAgiou, KOBWG Kal N Qopda PETATOTTIONG
Tou. Z10 oxNua 4.64 @aivetal n TTopeia TTou Ba akOAOUBACEI TO KOTTTIKO.

2xNua 4.64: Mopeia KOTITIKOU yIa TNV TTPWTN KATEPYATia TPOXIAG.

AKPIBWG pE TOV idI0 TPOTTO BNUIOUPYEITAI N KOTI) OTO APIOTEPO PEPOG TOU TEUAXIOU Kal PETA
TNV agaipeon Twv dU0 OyKwWV N £IKGVA TOU TTAPOUCIAZETAI 0TO oXNUa 4.65.

ZXNua 4.65: Tepdyio petd TIG KATEPYAOiEG TPOXIAG.
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H erdpevn akoAouBia gival katepyaoia dykou. ETAéyeTal To KOVOUAI Twv 15mm. MNaTtwvTag
Set opifovTal o1 TTAPAUETPOI TNG KaTEPyaaiag (oxAUa 4.66).

FilelEdﬁlView

Input: [=]
“Volume Milling
Manufacturing Parameters
----- CUT_FEED 400
----- STEP_DEFTH 10
----- STEP_OVER 7
----- PROF_STOCK_ALLOW 0
----- ROUGH_STOCK_ALLOW 0

----- BOTTOM_STOCK_ALLOW -

----- CUT_ANGLE 0

----- SCAN_TYPE TYPE_2

----- ROUGH_OPTION ROUGH_&_PROF
----- SPINDLE_SPEED 3000

----- COOLANT_OPTION OFF

----- CLEAR_DIST 5

Helpline for parameter,

2xNua 4.66: TINEG TwV TTAPAPETPWY TNG KATEPYATiag dyKou.

ZxNua 4.67: Mopeia KOTITIKOU yIa TNV KATEPYATia OyKOU.
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21N ouvéxela dnuioupyeital pia katepyacia d1aTpnong emAéyoviag Machining— Nc
Sequence— New Sequence— Holemaking— Done— Drill» Standard— Done. EmAéyetal
T0 KOVOUAI Twv 10mm. O1 TTapdueTpol TNG KaTepyaoiag gaivovtal oto oxAua 4.68. Metd Tov
OpIoPS TWV TTAPAPETPWY gP@aviCovTal Ta TTapdBupa Tou oxXNPATOg 4.69, 6TTOU ETTIAEYETAI TO
Pattern avti Tou Single. MeTd emmAEyeTal TO KATW TOEO TOU KUAIVOPOU TTOU GXnuaTifeTal N OTTH.
H 1Top€ia ToOu KOTITIKOU PETA TO TEAOG TNG KATEPYATIAG aiveTal oTo oxnua 4.70.

Y param Tree Ll_l_J‘:' (S] S
FiIelEdithiew
ot | 8
" Haolemaking
Manufacturing Parameters
CUT_FEED 200
BREAKOUT_DISTANCE O '
SCAN_TYPE SHORTEST
SPINDLE_SPEED 3000
COOLANT_OPTION QFF
CLEAR_DIST B

FULLOUT_DIST -

Helpline for parameter.

2XAMa 4.68: TIYEC TWV TTAPAPETPWY TNG KATEPYATIQG dIATPNONG.
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| Diameters Surfaces | Parameters |
Pues Groups |  Points

Axes cumenthy selected to drill

A_GAXISEF3NEXTRUDE_V_1):PRTDOOT
A_TAXISEF3TEXTRUDE_V_2):PRTDOOT
A_BAXISEFI2[EXTRUDE_V_3):PRTDOOT
A_S(AXISEFIYEXTRUDE_V_4):PRTDOOT
A_TNAXIS)EFI4(EXTRUDE_V_5)PRTDOO1

() Single
@ Pattem

Use Prev... | | Depth.. | [7] Auto Chamfer
Start hole for scan
Direction far 5-axds drilling T
Shew rules used in selection
oKk | [ Preview | [ Cancel |

— —

2xNua 4.69: Anpioupyia katepyaoiag d1IGTPNONG.

2xAua 4.70: ﬂopia KOTTTIKOU YIa TNV KaTepyaaoia didTtpnong.
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Me Tov idI0 akpIBwg TPOTTO dnuioupyeital GAAn pia karepyacia didtpnong pe TIg idIEG
TTOPAPETPOUG KAl TO KOVOUAI Twv 8 mm yia Tnv KATEPyaoia TNG OTTAG atmd TO onueio TTou
TeAEiwoe n TTponyouuevn PéEXP!I TOo €mBuuntd BaBog. H tmopeia Tou KOTITIKOU epyaAsiou

Qaivetal oto oxAua 4.71.

2xAua 4.71: ﬂopia KOTTTIKOU YyIa Tr deUTEPN KATEPYAOTia dIATPNONG.

2e autd TO onueio €xel oAokAnNpwOei n KATEPyOOia TOU TEWAXIOU KOl ATTOTEAECUA
TTOPOUCIAZETAI OTO OXNUA 4.72 PHECW TOU OTO TTPOYPANUATOG TTpocouoiwong Vericut.

ZxNua 4.72: TeAko Tepdyio oTo Vericut.
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44 Térapto Tepdyxio

ZxAua 4.73: MNpdoTuTtro TEPAXIO 4.

To ouykekpIPEVO avTIKEiMEVO eival JovTEAo Tou Inventor kal €10fx0n oTo Pro/Manufacture oe
Mop@r] step pe oKoTTO TNV eKUETAAAEUGN TNG duVATOTNTAG TOU TTPOYPAUMATOG VA KATEPYOOTEI
EIONYUEVEG YEWUETPIEG aTTO AAAC TTpoypdupaTa CAD.

21N ouvéxela dnuioupyeital Kail TTAAI To TTEPIBAANOV KATEPYACIWVY KAl EICAYETAI TO POVTEAO
KATEPYAOiag, 0TO OTT0i0 opifeTal Kal cUoTNPa cuvTeTaypévwy. Ettiong eiocdyetal n Tepicocia
UAIKOU o€ KGBe dIA0TAON TOU AKATEPYOOTOU KOUMATIOU, OTTWG QAivETAl TTAPAKATW:

@ Alowance Rules () Cument Allowance

+

Length 5.000000 5.000000

Width 5.000000 0.000000
Thickness 5.000000 5.000000

ZxAua 4.74: MNepiooeia UNIKOU o€ KGBe didoTaon.

To 1eANIKO povTéAo kaTtepyaoiag dnuioupyRBnke pe Tn dladikacia TTOU TTAPOUCIACTNKE OTO
TeMAxIo 1 kal @aivetal oTo oxNua 4.75.

ZxNua 4.75: TeAIkO povTéAO KaTepyaaoiag Tepayiou 4.
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Twpa opiCetal yia véa Aeitoupyia. AnAwvetal wg Machine Zero 1o cUOTNUA CUVTETAYHEVWV
TOU Tepayiou kal n em@aveia emoTpo@ng (retract surface) emAéyetal kal TTAAI KaTd PAKOG
Tou dgova z pe PABog 5. Z1n ouvéxela opietal n idla unxavh apiBunTikoUu eAéyxou. To
emopevo  BrApa  eival i dnuioupyia TG AOTAG TWV KOTITIKWV €pyaAgiwv  TTOU  Ba
xpnoigotroinBouv. Ta KOTITIKA TTou XpnoidoTroinénkav eival Tpia kovouAia, diapétpwy 20, 10
Kal 2 mm avTioToixa (oxfiua 4.78)

2e autd TO oOnueEio apyifel n EIKOVIKA KATEPYOOia TOU TEPAXIOU, XPNOIUOTTOIWVTAG TNV
akoAouBia katepyaaoiag ekxovopiong. EmAéyetal To KOVOUAI Twv 20mm. O1 TTapAueTPol TNG
Katepyaoiag @aivovral oto oxAUa 4.76 kai n €mAoy Tou TTapabupou Péoca oTo oTroio Ba
KivnBei 1o KoTITIKG 0TO OoXNPa 4.77. TENOG N TTopEia TOU KOTITIKOU @aiveTal oTa oxnuarta 4.79
kal 4.80.

B0 Param Tree | (=

Inpit:

1. ROUGHING

Manufacturing Parameters
CUT_FEED 300
MAX_STEP_DEPTH 3
MIN_STEP_DEPTH
STEP_OVER 4
ROUGH_STOCK_ALLOW 05

OFEN_AREA_SCAN FOLLOW_CONTOUR
CLOSED_AREA_SCAN CONSTANT_LOAD
SPINDLE_SPEED 3000
COOLANT_OPTION OFF

CLEAR_DIST 5

Amount of stock left by roughing portion of the tool path.

2XNUa 4.76: TINEG TWV TTAPAPETPWY TNG KATEPYATIOG EKXOVOPIONG.

10,00

ZxAua 4.77: Opiopdg Tou TTapabupou KaTepyaaoiag.
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| +

MILLING

Millimeter

Speeds _

Geometry | Settings Freds

Cutter Diameter: 70
Length: 100
Comer Radius:
Side Angle:
Number of Teeth:

ZxNAMa 4.78: OpIopdG KOTITIKWY EPYAAEIWV.
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ZxNua 4.79: M€pog TNG TTOpEiag TOU KOTITIKOU YIa TNV KATEPYATia eKXOvOpPIoNG.

2xNua 4.80: Mopeia Tou KOTITIKOU yia TNV KaTepyaoia ekxovopiong ato Vericut.

H eméuevn akoAouBia cival katepyaaia amotrepdrtwaong. EmAEyetal To KovOUAI Twv 10mm.
MatwvTtag Set opifovTal ol TTAPAUETPOI TNG KaTepyaoiag (oxAua 4.81). H TTopeia Tou KOTTTIKOU
Qaivetal ota gxnuarta 4.82 kai 4.83.
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0ES Param Tree =

(=) (Advanced)

"2 FINISHING
Manufacturing Parameters
CUT_FEED
STEP_OVER
SLOPE_AMNGLE
SCALLOP_HGT
CUT_ANGLE
FIMISH_OPTION COMEBINED_CUTS
LACE_OPTION LINE_CONMECT
SPINDLE_SPEED 3000
COOLANT_QPTION OFF
CLEAR_DIST L]

Helpline for parameter.

2xNua 4.81: TIHEG TwV TTAPAPETPWY TNG TTPWTNG KATEPYAOIAG ATTOTTEPATWONG.

2xNua 4.82: M€pog TNG TTOPEIOG TOU KOTITIKOU YIO TNV TTPWTN KATEPYATIA ATTOTTEPATWONG.
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ZxNua 4.83: Mopeia Tou KOTITIKOU yia TNV TTPWTN Katepyaaia amotrepdtwaong oto Vericut.

H emoéuevn akoAouBia gival AAAN pia katepyaaia atrorepdTwong. ETAEyeTal TO KOVOUAI TWV
2mm. O1 TTapdueTPOI TNG KaTEPYATiag aivovTal oto oxAua 4.84. 310 oxAua 4.85 @aiveral To
TENIKO TEPAXIO OTO TTPOYPAUMa TTpocouoiwang Vericut.

B0 oaram Tree wnlw=h| |

Imput:

"FINISHING
Manufacturing Parameters
CUT_FEED 300
STEP_OVER 04
SLOPE_AMNGLE 45
SCALLOP_HGT
CUT_ANGLE 1]
FIMISH_OPTION COMEBINED_CUTS
LACE_OPTION LINE_CONMECT
SPINDLE_SPEED 3000
COOLANT_QPTION OFF
CLEAR_DIST L]

Helpline for parameter.

2xNUa 4.84: TiuéEG Twv TTAPAPETPWY TNG DEUTEPNG KATEPYATIOG ATTOTTEPATWONG.
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ZxNua 4.85: TeAiko Tepdyio oTo Vericut.
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5. Zupmrepdopara- AtTroteAéopara

21N TTapouca OITTAWMATIKA €pyacia PEAETABNKE O AUTOPATOG TPOTTOG OnuIoUPYiag KWOIKa
epyaAeiopnxavwy. lMapoucidoTnke ekTevwg N peBodoloyia pe Paon Tnv oTroia yivetal n
autépatn dnuioupyia Tou KwdIKa pe TNV BonBeia Tou Pro/Engineer. H peBodoAoyia auth
XPNOIUOTTOINBNKE 0T dnuIoupyia TEGTAPWY SOKIUIWY.

Katd Tnv d1GpKela TOOO TOU OXEDIAOUOU TOUG OCO Kal TNG KATAOKEUNG TOUG £yIvav Ol €EAG
TTOPATNPNOEIG:

Mpiv TOV OXEBIAOUO TWV KATEPYOCIWV TTPETTEL

e Na AapBdvetal uttéyn o TPOTTOG CUYKPATNONG TOU EKACTOTE KOPUATIOU HE TO TPATTEC)
NG EpYaAEIOPNXAVAG.

e Na €ival yvwoTd Ta KOTITIKA gpyaAeia Pe Ta otroia Ba yivel n karepyacia. Autd Ta
EPYOAEia TTPETTEI VO IKAVOTTOIOUV TIG YEWMETPIKEG ATTAITHOEIG TOU TEPAXIOU.

o Na agiepwBei xpbdvog yia Tnv Kataypaen NG ocIpdg Pe TNV oTToia Ba eKTEAECTOUV Ol
KATEPYAOIES Kal TwV UTTOOOMWY TTou Ba dnuioupynBolv yia TTEPETAIpW KATEPYATIES
(17.X. ammotrepdTwon).

Katd 1n didpkeia Tou oxedIOOUOU TWV KATEPYOOIWY TTPETTEL:

e Na Aaupdavovtal utToWn ol avioxXéG TWV KOTITIKWYV, KABWGS Kal ol 1I8IITEPOTNTEG TNG
EKACTOTE INXAVAG.

e Na eiodyovrar oto TPOYPAPUA OXOAIA yia Tn OIEUKOAUVON TOU XEIPIOTH NG
EPYAAEIOPNXAVHG.

¢ Na yiveTal TTPOCOMOIWGT TOU KWAIKa g€ €I0IKO TTPOYPAUMA YIia TNV avixveuon AabBwv
TOU TTPOYPAMPATOG Kal TN BEATIWON TNG TTOPEIAG TOU KOTITIKOU.

o Na AapBdaveral uTTOWIV TO YEYOVOG OTI UTTOPEI TO AVTIKEIYEVO TTPOG KATEPYATTA VO EXEI
atrokAIion oT1o péyeBog atrd To £MOUPNTO.

MNa TN Peiwon Tou Xpovou Katepyaoiag TTPETTEI VA XPNOIKMOTTOIOUVTAl PYOALia PE PEYAAES
OIaPETPOUG KUPIWG oTa OTABIA TNG EKXOVOPIONG.

Ta UNKA KATOOKEUNG TWV KOTITIKWY TTPETTEI VA €ival TETOIO WOTE VA ETITPETTOUV 600 TO
ouvaTtov peyaAuTepa BAdn kai TTAATN KOTTAG KaBWG Kal JeEYAAEG TaxUTNTEG TTPOWONG.

Ta uypd KOTIAG TTPETTEI VA XPNOIKOTTOIOUVTAl WOTE va auéfjoouv Tnv dldpkela (WG Twv
EPYaAEiwy Kal va eTITPEYPOUV PEYOAUTEPA BABN Kal TTAATN KOTTAG KAl JEYAAUTEPES TTPOWOTEIG.

H xprion mpoypaupdatwy CAD-CAM yia 10 oXedlaoud Twv TeEOOAPWY TEPaXiwy Bewpeital
atrapaitntn Adyw NG ékTaoNg Tou KWdIKa (€181k& oTo 4° TEUdXI0), N OTToIa ATAV TOCO PEYAAN
TTOU KGBIOT& aTTayOPEUTIKR TNV TTPOCTIABEIO VIO XEIPOVAKTIKO TTPOYPAUMATIONO.

2TOV TTOPOKATW TTiVOKA QaiveTal n €KTaon Tou KwoIKa yia K&Be Tepdylo, KabBwg Kal ol
avTioTolxol XPpOVol KATEPYAOoiag, TTou yia Ta OUO0 TTPWTA TEUAXIA TTOU KOTINKAV AVTIOTOIXOUV
OTOUG TTPAYMOTIKOUG.

Tepdyxio | Npappés Kwdika | Xpévog Kartepyaaoiog
1 260 21 min

2 24.256 65 min

3 204 23 min

4 320.651 2000 min
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Mapakdtw TTapoucIAovTal GWTOYPAPIEG TWV TEPAXiWY TTOU KOTTNKAV.

64



6. BiBAloypagia

[11 CAD CAM: principles, practice, and manufacturing management, McMahon C.,
Browne J. 2nd edition (1998)

[2] Znueiwoelig oTo gpyaocTnpiokd MPEPOG Tou pabnuartog: Aiktua TMapaywyng, A.
Avtwviddng (2009)

[3] Pro/Engineer Wildfire, Lamit L.G. (2004)

[4] Haas VF series operations manual

[5] Pro/Engineer wildfire 2.0 manual

[6] Vericut 5.3 Training manual

[7] GPost Training manual

[8] MpoypauuaTtiopds epyaleiopnxavwv CNC, A. Avtwviddng, N. Biddkng (2003)

[9] AITAwpaTIK epyacia: ZXeDIAOPOG KAl EKTEAECN KATEPYACIWV VIO @QPAiICES TPIWV
agovwv ue 1o Pro/Engineer, N. TatréyAou (2006)

65



	MAR.pdf
	final.pdf

